Aircraft OEM: Eurocopter 


Aero Design Ltd. 
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Drawing # 
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Initial or N/A 


77611 
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Body Assembly 
DM 


77612 
2 
Lid Assembly 
DM 


70405 
4 
Lid Walkway Mod 
DM 


84262 
2 
Basket Handie Prov. 
DM 


84263 
0 
Lid Handie Provisions 
DM 


70406 
3 
Front End Cutout 
DM 


In Process (Yellow) Tag Completed 
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REV. 
OESa»>TION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 


T 
CHANGEO HANDLE BRACKET CONFIONiATION. REUOVED ALTERNATE BASKET 
8JC 
2B JAN 10 


SPACCR (06) UO\€D 


evCRY IN^RSECTION ON RM 


DETA L B 


FIRST S WTERSCCTIONS DOWI 6 
EVERT SECONO INTERSECTION Al 
TTPICAL. WOOLE HOORS 
EVERT NTERSECnON ON ENO N 


SCAU 1:1 


VCD lOOMNC AT MNER SURFACE CF BAKSET 


ORU 1/2 (0.5) MTO 0UT90C QF TUOE 
NSERT SPACCR (ITEU 09} AND MELO M PLACE 
DRU. #9 (0.196) THROUGM 
eOTW ENOS 
2 PLACES (08 


EVCRY MTERSeCTION ON STRUTS 


EVERV INTERSECTION ON END NOOPS 


@ BASKET BODY ASSEMBLY 


TYPtCAL 


DETAIL A 


NOTES: 


1. 
REMOVC AU 8URRS AND BREAK SHARP EDGES 
2. PR10R TO «CLDING. OREL «30 <0.t29) VENT HOLES IN ASSEUBLY FOR VDVTING OF «Eli} CASES. 
«HEN ASSEUBLY IS COMPLETE. FTLL ALL EXPOSCD N^T HOLES MTH ROSETTE WCLO. 


3. WELOINC OF 4130 STEEL TO BE COMPLETEE) SY CTAW UETHOD TO AUS 26e5C 


4130 ANO I01B STEEL: WELOINC ROC SHAa CONFORW TO ER70S-2 OR EOUIVALENT. 


STAINLESS ANO 4130 STEXL; «ELONG ROO SHALL CONFORW TO CR30SL OR EQUIVALENT. 
^INSTALL ITEM 7 (BASKET HANDLE PROVISIONS ASSEUBLY) IN ACCORDANCE MTH AERO OCSGN LTD. 


ORAWmC B4262 BEFORE NCLOING HOOPS TO RIM 


9. FINISH: WIROUGHLY CLEAN AND POWDER COAT BASKET ASSEUBLY. 


A^ 
3/4-ief 
09 
UESH 
STEa 
COMI.CRCIAL 
2 
49215-01 
OB 
SPACCR 


1 
84262-01 
07 
HWOU BRACKET ASSEUBLY 


— 
06 
SQUARE TUBE 
4130 STEa COND N. 
liBL-T-«736 
1/2 X 0.035 SQR TU8E 
a/r 
— 
05 
SQUARE TLiSe 
4130 STCa COND N. 
UIL-T-6736 
3/4 X 0.035 SQR TUBE 
2 
7S421-01 
04 
HOOP 
2 
76422-01 
03 
ATTACFWENT HOOP 
02 
V 
77611-01 
01 
BASKET BOOY ASSEL«LY 


01 
PART NO. 
ITEU 
DESCRIPTION 
UATERIAL 
UATEtHAL SPEC 
STOCK size 


OTY 
UST OF UATERIALS 


JEFF CLARKE 


C. BURGON 


UNLESS OTHERWtSE SPEaflEO 


DIMENSIONS ARE IN INCHES. 


TOLERANCES ON; 
DEOUALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
x.xx 
±0.03 
X-X 
±0.1 


AERO DESIGN LTD. 
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TBL 8M.«a3.am 
IIII fHiHiliii I « 


EUR0C0P7ER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY (SHORT) 


Al 
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DESCRIPDON OF CHANGE 


14.« (AS3M) 
13.0 (2068) 


3.3 RCF (AS350} 
4.8 m 
(2068) 


3 RCr (AS3S0) 
7.7 R(7 (2068) 


*00 BEa 206B 
MODITY OPENINC 
TIIU BIOCK UPOAftD; tOWC/EKTRA LAfiCE CQWFICUBATION *0060 TO SMT. 2 


gÇ 22/08 
OCT 27/11 
1/07/^1 


t. THTS ORAWNG IS AN OPTIONAL CONTIGURAnON FOR THE FORWARO ENO ONLr. 
REMAINOER OF 8ASKET IS TO 8E M ACCOROANCE «TH THE FOLLOWNG DRAIHNG: 
EUROCCPTER AS330/AS393; 76411 (WEnuu) OR 77611 (SHORT) 
eeu. 2068: 00211 OR 80311 


2. REUOVE ALL BURRS ANC BREAK SHARP EDCCS 


3. WELOINC OF 4130 STECl. TO SE COHPLETED BY GTAW HCTHOD TO AMS 2683C. 
KLOIMG ROD SHAU CONFORM TO ER70S-2 OR EQUIVALENT. 


THOROUCHLY CLCAN ANO POWER COAT BASKET 5U8-ASSEHBUES PRIOR TO ASSEMBIY. 


I 
3/4-16F 03 UESH 
WLD STEEL 
COUUEROAL 


1 
70406-04 
04 
TXI8E 
4130 STEEL CCND. N 
MIL-T-6736 
0.3 X 0.035 WAU TUBE 


1 
70406-03 03 
TUBE 
4130 STEEL CCNO N 
HIL-T-6736 
0.3 X 0035 WAU. TU8E 
1 
SEE NOTE 1 02 
BASKET BOOV ASSEMBLY 
N 
70406-01 
01 
BASKET BODY ASS048LY - H( XFO FORWARO ENO 


01 
PART NO. 
ITCA 
DESCRrnON 
WA1ERIAL 
UA1CRIAL SPEC 
STOCK 9ZE 


OTY 
UST OF MATERIALS 


BASKET BODY ASSEMBLY 


XFF a.ARKE 


E. euRCON 


19 MAR 2008 


UNLESS OTHERMSE SPEOFIEO 
DMENSONS ARE m INCHES. 
TOLERANCES ON: 
DEDMALS 
ANGLES 
X.KX ±0.010 
±1/2" 
*.*X 
±0.03 


x.x 
±0.1 


AERO DESIGN LTD. 


9888A MAUSPm* ROAO 
POWEU. RIVER. BC, CANADA. Va* 003 
m: 
a04.4M.1979 


OUICK RELEASE CARGO BASKET 
OPEN FORWARO ENO MODinCATlON 


SWIT 1 OF 2 
Al 


VflO. HO. 
70406 


CARGO BASKET BODY FABRICATION - COMMON 


General 


20/7- S'I 


/I 5 3 20 SilO r~h 
x(0.) 
L./H 


These instructions appiy to ail cargo basket body assemblies. Refer to the following drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 


69811, Revision 3-Standard Low Mounted Basket 


94511, Revision 0- 
Extra-Wide Low Mounted Basket 


94611, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS3S0/AS355 - 
left or right 


77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 


80311, Revision 0 - Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75111, Revision 0-Standard Basket 
95511, Revision 0- Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 


82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 


Page 1 of 6 
30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 
^ 
(initial or SCA #) 
WorkOrder. £0/7- S! 
OinU^ 


Date Open^^ 
U 2-^/7 


1. Rim Assembly - 
Basket Body 


a. Cut and fit 
x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 
AO 
3. Inspection 


a. Rim for complété welds 
w5 
^Aô 


4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 
b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 
V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 
basket. Ensure jig is straight prior to tightening ail clamps. 
e. Cut yi" X 0.035 material to fit spine jig. 


f. Cut 34" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 
h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 
b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 
d. Record welding rod PO on attached material list. 
AO 


6. Inspection 
JSt 
a. Frame assembly for complété welds. 
^ 


7. Mesh assembly. 
^ 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only- 
1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 
V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 
e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 
1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 
into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require 34 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
8. Weld mesh to frame assembly per drawing. 


a. Ensure lug locating jig is in place prier to welding. 
b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


fie 
9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 
b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 
fiO 
73-04 
10. Clean up 
07 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 
1^ 
11. Final Inspection 
73^0^ 
To be completed by a différent person than the previous steps. 
a. Basket body assembly for complété welds, and required minimum mesh weld locations. 
b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
H) 
73-04 
en 
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Work Order: 2 
O^'P S" / 


Date Opene^ 
{a 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Short Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Materiai 
PO/WO 


Ck ! 
Qc- 
77611-01 
Basket Assembly 


Step 1 


U 


R\m Assembly 


. 2 
— 
3/4" Tube - Long Rim (57.25") 
4130 Steei, y/ x 0.035 Sqr. Tube 
/ 700^ 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steei, y/ x 0.035 Sqr. Tube 
lyoc^ 


Step 2 
Weld Rim Assembly 


. A/R 
- 
Weiding Rod 
ER70S-2 TIG Rod 
f HOSZ 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 2 
84262 
76421-01 
Hoop - with handie provisions 
4130 Steei, 72" x 0.035 Sqr. Tube 2.0/ 7- C 
3 


. 2 
76422-01 
Attachment Hoop (forward) 
:ZOf7~C'3 


. 3 
~ 
1/2" Tube - spine 
4130 Steei, 72" x 0.035 Sqr. Tube 
/ 5b7a 
. 2 
— 
1/2" Tube - strut 
4130 Steei, 72" x 0.035 Sqr. Tube 
/ 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steei, 72" x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steei, 72" x 0.035 Sqr. Tube 
/ so 7a 


Step 5 
Weld Frame Assembly 


.A/R 
— 
Weiding Rod 
ER70S-2 TiG Rod 
/4y O 3 
3 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 56.25") 
3/4-16F Expanded Miid Steei sheet 
H-ôO") 


. 2 
— 
Mesh (End - 22" X 17") 
3/4-16F Expanded Miid Steei sheet 
/ 7/^35 


Step 8 
Weld Mesh 


.A/R 
~ 
Weiding Rod 
ER70S-6 MiG Wire 
/é- O 


Work Order: ^' .O! 
'P" S~I 


Date Opened^ ^î~lo ^C-1/ 
^ 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Short Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 9 
Weld Basket Components 


. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, ^/4" Die. 


. AIR 
~ 
Welding Rod 
ER308L TIG Rod 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 
tioyr/ 


H 
/^'r75- 


VIEW 0 
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REV. 
DESCRIPTION or CHANGE 
NITIALS 
DATE 
0 
INITIAL issue 


1 
CHAN&Cfi hAN&iI WACkETt KuôlO AiTEANAlt UD 
BX 
2B JAN 10 
2 
TITLE 8L0CK WVATQ}; 84282 CHANGED TO B4283; «CLDWC ROO UPDATEO; 
SX 
19/07/2014 


1/4- HOLES FOR 8UMPCR5 AOOCO. MEW D AOOED 


DETAIL C 


DRU 1/2' 
IHROUCH Otc SOC OM.r 
«cœ SRACCR N PLACC 
DRU |> (OIM*) 
AFTtR «CLOmC 
BOTH ENDS 


-03 


C 


04) SCE tCTAB. C 


VIEW D 


SC4l£ I : 
1 


DETAIL A 
05)^ 
JqI 


DETAIL A 


-n- 
_L 
T 
T @ BASKET LID ASSEMBLY 
DETAIL B 
DETAIL B 


DRU X (a2») MTTOU SOC CMLV 
3 PLACES 
MmtOX. CQLIAL SPACMC 
CNSURE CieAAAMCC FROM UCSH 


DETAIL A 
LOOKING AT TOP 


NOTES; 


1. 
RCUOVC AU 6URRS ANO BREAK SMARP EDCES 


3. «CUMNC or 4130 siEa ro ec cowpleteo by ctaw uethoo to ams 2689C. 


4130 ANO 101S STEEU «CLOMC ROO SHAU CONTDRW TO CKTOS-2 OR EOUIVALENT. 


STAWIESS ANO 4130 STEEL; HCLOMO ROO SHAU CONFORW TO ERSOO. OR CQUIVAUNT. 
^INSTAU ITEM S (UO HAf«l£ PROVISfONS ASSEUBLY) M ACCORDANCE «TH AERO K9CN LTD. 


ORAWNC 84283. 
/^ORILL «30 (0.129) HOIES M LONG TUBE WEU8ERS AT 8RACE LOCARONS TQ VENT NELO CASZ5. 
«HEN ASSEMBLY IS COI«*l£TE. FU ALL EXPOSED VENT HOLES WTH ROSETTE «CLO. 


S. FM»; THOROUCHLY CLEAN AND POHDER COAT UD ASSDABLY. 


A^ 
3/4-ler 
07 
UESH 
1 


1 
38204-10 
06 
PLACARD BRACKET 
I 


1 
B4263-01 
OS 
UO HANOLE PROWSONS ASSEMBLY 
2 
49218-01 
04 
SPACER 
A^ 
— 
03 
SQUARE TUBE 
4130 STEEL COND N. 
M#.-T-6738 
0 7 5 X 0.035 SQR TUBE 
Oî 
77812-01 
01 
BASKET UD ASSEMBLY 


01 
PART NO. 
ITEM' 
DESCRIPTTON 
HATERIAL 
MATERIAL SPEC 
STOCK SIZE 


QTY 
UST or MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


JEFF aARKE 


E 8URC0IN 


UNLESS 01HERMSE SPECtFICD 


OlUENSIONS ARE IN INCHCS. 
TOLERANCES ON; 
OCCMALS 
ANGLES 
x.xx* ±0.010 
±1/2' 
x.xx 
±0,03 
x.x 
±0.1 


AERO DESIGN LTD. 


B888A UALASPtMA ROAO 
PO*m RIVER, ac. CANADA. V8A 0G3 
m a04 4AS.»Tfl 


EUROCOPTER AS350 êc AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET UD ASSEMBLY (SHORT) 


SHEET 
1 or 1 
Al 
77612 


L. 


^o/7-sr/ 


/^53 
S'hpri- 


CARGO BASKET LID FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 


94612, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0 - 
Short Basket 
80312, Revision 0 - Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 


82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 


Work Order: ^ 
S' 
I 


Date Open-.^i 


Complété 


(initial or SCA #) 


1. 


AO 


M. 
X- 


*0 


2. 


3. 


4. 


Rim Assembly - 
Basket Lid 
a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


Inspection 


a. Rim for complété welds 


Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 
' 


5. 


6. 


7. 


Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 
b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Yi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 
? 
Weld frame assembly. 


a. Record welding rod PO on attached material list. 
b. Jigs must remain in piace for as long as practical during welding. 
Aô 


Inspection 


a. Frame assembly for complété welds. 
M 
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CARGO BASKET LID FABRICATION 
Complété 


73-04 
(initiai or SCA #) 
8. Mesh assembly. 
07 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 
a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 


d. Ensure lid is prepared for mesh on the correct side. 
n 
9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. y*" for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 
n 
10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 
c. Placard bracket. - not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material Ij^ 


11. Clean up 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 
d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 
0\ 
a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 
c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag lid assembly and place into stock in préparation for assembly. 
K> 
73-04 
—02 
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Work Order: ^ 
5-/ 


Date Opened^/^<:»t^e-^ 2-^ / "7 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 


Short Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


/ fc- 
77612-01 
Lid Assembly 


Step 1 
/ 


Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (57.25") 
4130 Steel, %" x 0.035 Sqr. Tube 
I^CO^ 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, %" x 0.035 Sqr. Tube 
l'y 00^ 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
/w 03^ 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


. 2 
~ 
3/4" Tube - Cross Member (21") 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 6 
— 
1/2" Tube - walkway 
4130 Steel, Yî" x 0.035 Sqr. Tube 


Step 6 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
~ 
Mesh (lid - 57" x 22") 
3/4-16F Expanded Mild Steel sheet 


Step 9 
Weld Mesh 


./VR 
~ 
Welding Rod 
ER70S-6 MIG Wire 
I(.0-72S^ 


Work Order: ^ 
O 
^/ 


Date Opene(^/"^/Ti 
h 'PjT? (~P 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 


Short Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
— 
Welding Rod 
ER308L TIG Rod 


. 2 
49216-01 
Spacer (Lid prop) 
304 Stainless, V2" Die. 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 
HO'Z-'è' 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 


.A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 
/ 
CO'7'S' 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 
HoIt/ 


Remarks: 


Task # 


11. 
Qty:_ 


SCA 
K) 
73-04 


SCA 
SCA 
SCA 


Date:^^ 
A?'? 07 


QtY:_ 


Date: 


Qty:_ 


Date: 


QtY:_ 


Date: 


12. 
Qty:_ 
fP 


Pate-Ay hi\ncii)n1 
Q\ 
H 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


13. 
Qty: 
\ 
O 
73-04 
Date: A ftftLQpn 
02 


Date: 


Date: 


Date? 
t 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


14. 


Date: 


Date: 


Date: 


Date: 


Date: 


Date: 


15. 


16. 


17. 


18. 


19. 


20. 


Date: 


Paoo 7 nf 7 


dô^3r% //c^ 
O R a TASK tag 


Aero Design Ltd. 
9888A Malaspina Road 
Po 
J" 
/5) 
AMF 73-04 


well River, BC, V8A0G3 


Phone: 604-483-2376 


Fax: 604-483-2372 


Email: info@aerodesign.ca 
" 
°'3 
If-f Corel 


wo^JTfiNi^ 
I 


Work Order: -5017=30-" 


Nomenclature: 
S"(7 ^ 
dss^v. 


Part No.: ~7 7 
G f - O 
! Sériai No.: NSN 


Manufacturer: F^^ero Design Ltd. 


Created by: 


Ciosed by: 


□ Copy 
Copies to be used for completed parts or assemblies 


Total Quantity: 


Batch/PO No.: 
h/A 


Date: 3/25/2017 
SCA:_ 


Date: 
SCA: 


TaskSheet:(^r^/''^o 
/ctJ 
^o/l'>s>i5 Work Ordor: 2017-30 
/ 
SCA 
— 
SCA 
— 3 
SCA 
— y 
Task# 
SCA 


1. 
Qty:_ 
Qty:_ 


Date: 


4^ 
Qty:_ 


Date: 


Qtv:_ 


Date: 


2. 
Qty: 


Da 


AO 
Qty:_ 


Date: 


Qtv:_ 


Date: 


Qty:_ 


Date: 


3. 
Qty: 


Date 
r 
Aô 


',r\orAUl 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:. 


Date:: 


AO 
Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


5. 
Qty:_ 
^7 
Date 


/ 
Aô 
Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


6. 
Qty:_ 
^7 
Date/^££.hj-jO' 


/ 
Aô 
aty:_ 


Date: 


aty:_ 


Date: 


Qtv:_ 


Date: 


7. 
Qty: 
I 
Aô 


Dafe:^^*^^/'f? ^ 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


8. 
Qty:_ 
l 
aty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


9. 
Qty:. 
y 
AO 
5^7 
, 
7âK)4 
Date/Tjr'g 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


10. 
Qty:_ 
/ 
i>o 
/ 
r./ 7^4 
Dateihr^hT^b/zô'^ /)*s 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


Note: Qty may be left blank if ail parts are covered by one stamp. 
Continued on back Q 
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Form No. 
This form may be used in lieu of signing or stamping in the task sheet when individua! tasks are not 
completed for ail parts in the batch at the same time or by the same person. 
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Q) 
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AMP 73-04 


« 
Remark^ 
Qifi 3o 
n 


GrO-^ 
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^ 
Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
. AMF 73-04 
j 
Nomenclature: 
^ 
L~4/r/ No. of pièces: 
Manufacturer: /4^/^ 0/ <.icn^ 
/L-TcJ- 
........ 
—7-> X / 
W/ 0 
.. T 
Part No.: 
Serial/Batch No.: 
A^A 


Work Order No.: 2. O/y- ^/ 
~ C 
/ 
■ J. 
Remaining Tasks to be Performed: P 
^ 
^ C> 
^ 
/"<?<? y ' 


Signature:, 
Date: y]^ 
(n 2. S^/2^0/7 
Lie. No. / SCA A f)-OS~ 
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to 
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TTSN: 
UA 
TSO: 
h/Â 
Rem.: 
K^A 
<U 
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TASKTAG^W/ 


/S) 


Aero Design Ltd. 


AMF 73-04 


9888A Malaspina Road 


Powell River, BC, V8A 0G3 


Phone: 604-483-2376 


Fax: 604-483-2372 


Email: info@aerodesign.ca 


S7 
Work Order: 
□ Copy #:_ 
Copies to be used for completed parts or assemblies 


Nomenclature:. 


Part No.: 
O / 
Sériai No.: NSN 


Manufacturer: FR^ero Design Ltd. 


Created by: 


Closed by: 


r 5 V 
Votai Quantity: 


Batch/PO No.: MA 


Date: 3/25/2017 
SCA:. 


Date: 
SCA: 


^ 
^ 
P" 
~~ "S / 
Task Sheet:^r.^o 
3o/hA^/'2.o/3 
Order: ^017-30-... 


J 
m 
7 
Task# 
- / 
SCA f - ^ 
I 
SCA 
SChP r 
SCA 


Qty 


Date:,\y\ar /'2 


Ao 


0/7 


Qty:. 
L 
Qty:_ 


Date: 


Qty:_ 


Date: 


2. 
Qty:_ 
AO 
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Date: 


Qty:_ 


Date: 


f" 
•Jt iQty:_ 


Date: 


3. 
Qty: 


DateVKA 
S?" 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


4. 
Qty:_ / 
AO 


Date 


Qty:_ 


Date: 


Qty:_ 


Date: 
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Date: 


5. 
AO 
Qty: 
L 
/t-oQ 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


6. 
Qty:_ 
AO 


Date: nàr^M_l2S^ 


7T- 
^^-04 
Date>V^^;?W 
07 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


7. 
Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


8. 
Qty:. 
/ 
AO 


Ï3a&hmr^ilk<"'^ 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


9. 
Qty:_ 


= 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


10. 
Qty:_ 
''3-, 
hfir^Un O7 


A 
0 
o 
4 


Qty:_ 


Date: 


Qty:_ 


Date: 


Qty:_ 


Date: 


Note: Qty may be left blank if ail parts are covered by one stamp. 
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REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 64262 REV. 1 
BJC 
14/02/2014 


0.750 
GTAW 


FUSE, BOTH ENDS 


USE JIG TO ENSURE BRACKETS ARE ALIGNED 
@ 
HANDLE BRACKET ASSEMBLY 


102 


0.25 
0.25 


BASKET UD 
02 
GTAW 


FIRST BRACE TUBE FROM END 
FIRST BRACE TUBE FROM END 
@UD HANDLE PROVISIONS ASSEMBLY 


NOTES; 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER308L OR EQUIVALENT. 


02 


QTY 


01 


QTY 


36275-02 
36273-01 
84263-02 
84263-01 


PART NO. 


04 
03 
02 
01 


ITEM 


SUPPORT 


LIO BRACKET 
HANDLE BRACKET ASSEMBLY 


LIO HANDLE PROVISIONS ASSY 


DESCRIPTION 


LIST OF MATERIALS 


jur aARKE 


' 
JASON REKVE 


U FE8 2014 


UNLESS OTHCRWISE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOURANCES ON; 
OECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 
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REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BJC 
03/11/2009 


1 
CHANGE LOCATION OF BUSHINGS 
BJC 
29/09/2011 
2 
UPDATED TITLE BLOCK, MOVE UD PROVISIONS TO 84263 
BJC 
14/02/2014 


CARGO BASKET RIM 
(REF) 


FIRST HOOP FROM END 


i 


0.406 


n nc+O.OO 
"•"-0.03 
TYP 


2.750 


HRST HOOP FROM END 


02) 
2 PUCES PER HOOP 


GTAW 


BOTH SIDES 
GRIND FLUSH AFTER WELDING 
2 PUCES PER HOOP 


DRILL »5<6 (0.313) THRU 
2 PLACES 


BASKET HANDLE PROVISIONS ASSEMBLY 
^ 
PROVISIONS TO BE INSTALLEO IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


E. BURGOIN 


DATE 


03 NOV 2000 


UNLESS OTHERMSE SPECIFED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
XXXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
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TEL: 004.498.8370 
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